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(54) BENDING PROCESS OF THERMOPLASTIC RESIN TUBE 

(11) 61-84223 (A) (43) 28.4.1986 (19) JP 

(21) Appl. No. 59*206717 (22) 2.10.1984 

(71) MEIJI GOMME KASEI K.K. (72) SHIGEO ONO 

(51) Int. CI 4 . B29C53/08 

PURPOSE: To contrive to prevent a tube from bending upon being pushed into 
a groove and to reduce the thermal energy at heating and the cost of heating 
by bending the tube under cooling and solidifying said tube by feeding a coolant 
through the tube heated and softened. 

CONSTITUTION: A bending roll die 3 and a press die 4 are set at a specified 
temperature under keeping a heater 6 in ON -state. The thermoplastic tube 
2 is pressed into the groove 3a of a bending roll die 3 with the press die 4, 
and both dies 3, 4 are closed by a cramp 5, whereby said tube is set in the 
grooves 3a, 4a. The tube 2 is heated and softened by being kept as it is for 
a specified time, and then the cool ant such as cooling water, etc. is continuously 
fed through the tube 2 for a specified time under the closed state of the die, 
thereby cooling and solidifying the tube. Next, stopping the feed of the coolant 
and opening the die 4, the tube having been bent is taken out. Consequently, 
the loss of thermal energy and the cost of heating are reduced, and the thermal 
deterioration of the tube except its bent portion is eliminated. When the tube 
is pressed into the groove, the tube has no tendency to cause creases even 
without preheating. 



(54) TOOL HORN FOR ULTRASONIC WAVE WELDING MACHINE 
(11) 61-84226 (A) (43) 28.4.1986 (19) JP 

(21) Appl. No. 59-206532 (22) 2.10.1984 
(71) SADAYUKI UEHA(l) (72) EIJI MORI(2) 
(51) Int. CP. B29C65/08 

PURPOSE: To contrive to produce simply the tool horn with high freedom by providing one 
si it cr more extending longitudinally »t earh 1/4 wave length in the direction of transverse 
width for the plate shape "member having the transverse width equal to or more than 1/4 
wave length, the longitudinal width equal to 1/2 wave length and the thickness equal to 
or less than 1/8 wave length. 

CONSTITUTION: A plate shape member has the transverse width equal to or more than 1/4 
wave length of an used ultrasonic wave vibration, the longitudinal width equal to 1/2 wave 
length, the thickness equal to or less than 1/8 wave length and at least one slit or more 
extending longitudinally at each 1/2 wave length in the direction of the transverse width. 
Each part of the slit width equal to or less than 1/24 wave length, the column part width 
being in the range of 1/4-5/24 wave length and the bridge part width being in the range 
of 2/24—4/24 wave length is caused to be the same in dimension, and said plate shape member 
is caused to be symmetrical to vertical and horizontal (left and right) direction. The mixing 
of transverse wave into the longitudinal vibration on the emitting surface 2 is prevented 
by causing the slit width S to be equal to 1/24 wave length or less, and the longitudinal 
vibration on the emitting surface is uniformalized. For instance, when two slits, the slit 
width of 1/24 wave length, the columnpart width W of 1/4 wave length are used, the bridge 
part width T obtains the resonance frequency corresponding to the dimension in the range 
of 2/24-4/24 wave length. 



(54) POST WORKING PROCESS OF THERMOPLASTIC RESIN MOLDED 
PRODUCT 

(11) 61-84227 (A) (43) 28.4.1986 (19) JP 

(21) Appl. No. 59-207803 (22) 3.10.1984 
(71) DAIICHI KASEI K.K. (72) AKIO SHINOHARA 
(51) Int. CI 4 . B29C65/56//B29C65/02 



PURPOSE: To contrive to keep the excellent appearance of a product even when 
this process is applied in the post working for an external surface by a method 
in which a head is pressed on a molded product, and after the molded product 
has been molten and softened by heating, it is cooled and then the head is 
removed from the molded product. 

CONSTITUTION: While heating the head 3 of a welding device 1, after the temper- 
ature of a cavity portion 3a has reached the melting point of resin, the cavity 
portion 3a is pressed onto the boss 6a of a molded product. When the boss 
6a is molten and softened, the current of the heater 2 is out or suppressed, 
whereby the temperature of the head 3 is lowered. Consequently, the boss 6a 
is solidified. After the boss 6a has been solidified, if the head 3 is pulled up 
and separated from the boss 6a, the boss 6a is caulked according to the surface 
of the cavity 3a. 
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